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In the second chucking the forging is turned end for end and the
following operations are performed (Fig. 179) :

1.  Load into fixture ; location is on the previously machined bore and against

the face machined in operation 3 above.

2.  (a) Face the end of the boss with the tool held in the cross-slide.

(b) Turn the 4f in. diameter boss with the " knee " too] held in the turret

arm.
(c} Step bore the taper hole and chamfer its end.

3.  Finish turn the 4^ and 4-3S5 in. diameter bosses with the tool (3) held in

the cross-slide.

4.  Support the forging by means of the revolving centre held in the turret,

and form the grooves in the boss by means of the tools held in the back
tool post of the cross-slide.

5.  Rough machine the taper bore and re-chamfer it.

6.  (a) Finish machine the taper bore by means of the reamer cutter (6j.
(b} Radius comer of boss with tool held in cross-slide.

7.  Remove forgins from fixture.

FIG. 179.

The Automatic Lathe. The automatic lathe is the logical develop-
ment of the turret and capstan lathes ; the general principles of all three
are the same. The single-spindle automatic lathe or, shortly, the " auto-
matic," is very similar in arrangement to a turret lathe, as will be seen
from Fig. 180. The essential difference is that all the sliding movements
of the turret, cross-slide, etc., which in the turret lathe are controlled
directly by the operator, are controlled and produced, in the automatic
lathe, by a camshaft which forms part of the mechanism of the machine.
Automatics may be divided into (a) bar_ machines, and (b) chucking
machines, the former producing articles from lengths of bar stock and
the latter being used for castings and forgings. They may also be divided
into (1) Single-spindle machines, and (2) Multi-spindle machines. In
bar automatics the camshaft of the machine controls the opening of the
chuck, the feeding forward of the bar, the closing of the chuck, and all